
(19) 




(12) 



Europalsches Patents mt 
European Patent Office 
Office europeen des brevets 




(11) 



EP1 199 057 A1 



EUROPEAN PATENT APPLICATION 

published in accordance with Art. 158(3) EPC 



(43) Date of publication: 


(51) IntCU: A61F13/15 


24.04.2002 Bulletin 2002/17 






(86) International application number: 


(21) Application number: 00940838.6 


PCT/JP00/04186 


(22) Date of filing: 26.06.2000 


(87) International publication number: 




WO 01/05345 (25.01 .2001 Gazette 2001/04) 


(84) Designated Contracting States: 


(72) Inventors: 


AT BE CH CY DE DKESFI FRGB GR IE IT LI LU 


• MACHIDA, Yoshlnobu 


MC NL PTSE 


Kao Corporation, Res. Lab. 




Haga-gun, Tochlgl 321-3426 (JP) 


(30) Priority: 19.07.1999 JP 20531999 


• KOKUBO, Makoto, Kao Corporation, Res. Lab. 


Haga-gun, Tochlgl 321-3426 (JP) 


(71) Applicant: Kao Corporation 


(74) Representative: VOSSIUS & PARTNER 


Tokyo 103-8210 (JP) 


Slebertstrasse 4 




81675 Munchen (DE) 



(54) PRODUCTION METHOD FOR ABSORBENT ARTICLE 



(57) A method for manufacturing an absorbent arti- 
cle comprising the steps of continuously feeding out a 
long, extensible, continuous member (5) from a prede- 
termined position, cutting the continuous member (5) in- 
to lengths (P1 ) each equivalent to a length of one sheet 
of the absorbent article at a predetermined position, and 
fixedly arranging the cut continuous member at a pre- 
determined position of the absorbent article, wherein a 



predetermined pattern Is preliminarily printed on the 
continuous member (5) at a printing pitch shorter than 
the cutting length (P1 ) of the continuous member, and 
the speed for feeding out is controlled such that the pre- 
determined pattern is located at a predetermined part of 
the cut continuous member, thereby obtaining the ab- 
sorbent article in which the predetermined pattern is ar- 
ranged at a predetermined position. 
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arranged at a predetermined position. The expression 
"extensible" used herein refers to extension In the lon- 
gitudinal direction, and the expression "cut continuous 
member" refers to the individual members produced as 
a result of cutting the continuous member. More prefer- 
ably, the continuous member is elastically extensible. 
[0008] Moreover, the present invention provides a 
long, continuous member preferably used in the above- 
mentioned method for manufacturing an absorbent ar- 
ticle, i.e., which is joined with other members and cut 
into product lengths each equivalent to a length of one 
sheet of the absorbent article, together with the other 
sheet, so as to be used as a part of an absorbent article, 
wherein patterns are printed on the continuous member 
in a longitudinal direction thereof at a pitch shorter than 
the product length, and the printing pitch of the patterns 
can be made coincident with the product length by ex- 
tending the continuous member in the longitudinal di- 
rection in any step up to the joint with the other members 

Brief Description of Drawings 

[0009] 

Rg. 1 is a schematic view schematically showing 
one embodiment of a method for manufacturing an 
absorbent article according to the present invention 
together with an apparatus used for carrying out the 
method. 

Fig. 2(a) is a view showing one example of an ab- 
sorbent article which is obtained by the method for 
manufacturing an absorbent article according to the 
present invention, and Figs. 2(b) and 2(c) are views 
respectively showing examples of an absorbent ar- 
ticle with a pattern arranged at a position offset from 
a predetermined position. 
Rg. 3 is a schematic view schematically showing 
another embodiment of a method for manufacturing 
an absorbent article according to the present inven- 
tion together with an apparatus used for carrying out 
the method. 

Best Mode for Carrying Out the Invention 

[001 0] The present invention will now be described in 
the form of one preferred embodiment with reference to 
the drawings. A manufacturing method of this embodi- 
ment is a method for manufacturing a disposable diaper 
1 , in which a non-continuous pattern 4 such as a figure 
of an animal is arranged on a non-skin contacting sur- 
face side of a back side portion A which is located on a 
wearer's back side when in wear. 
[001 1] Rrst, a disposable diaper manufactured by the 
present method will be described briefly. A disposable 
diaper 1 shown in Rg. 2(a) is a so-called flat-type dis- 
posable diaper. This disposable diaper 1 comprises a 
absorptive main body 2 including a liquid-permeable 
topsheet, a liquid-impermeable back sheet and a liquid- 



retentive absorbent core interposed therebetween, and 
an outer layer sheet 3 including a fastening tape (not 
shown) which is disposed at opposite side edge parts 
of the back side A which is located on a wearer's back 

s side. The outer layer is arranged at a non-skin contact- 
ing surface side of the absorptive main body 2. 
[0012] A non-continuous pattern 4 is arranged at a 
central part on the non-skin contacting surface side of 
the back side portion A in the disposable diaper 1. The 

w pattern 4 is printed on a backsheet 22 forming a surface 
of the absorptive main body 2on the non-skin contacting 
surface side such that the pattern 4 can see through 
from the top of the outer layer sheet 3 which is disposed 
in such a manner as to cover the backsheet 22. The pat- 

is tern 4 is printed on an area in the vicinity of one end part 
of the vertically elongated backsheet 22. The backsheet 
22 is arranged along a direction for connecting the back 
surface portion A and a stomach side portion B which is 
located at the wearer's stomach side when In wear, so 

20 that the pattern 4 is arranged on the back side portion A. 
[0013] In the present invention, the expression "pat- 
tern is arranged" refers not only to a pattern being print- 
ed directly on the outer surface of the absorbent article 
but also to a pattern being printed on an inside member 

25 and which pattern being seen through from outside. In 
other words, it is good enough if a pattern is disposed 
such that it can be recognized from outside. Moreover, 
the term "printing" refers not only to those which belong 
to printing in its narrow sense such as photo gravure 

30 and fiexography but also to those in which a pattern is 
produced by applying physical or chemical treatment to 
a sheet member. Moreover, it includes not only a pattern 
which can be recognized visually but also those in which 
a physical or functional pattern is applied to a sheet 

35 member such as partial hydrophiiic/water-repellent 
treatment, opening machining in a very small pattern, 
for example. Moreover, the expression "non-continuous 
pattern" refers to a producer's intended pattern being 
printed on a prescribed position for each product. It 

40 should be noted that in Rg. 2, the contour of the absorp- 
tive main body 2, which is covered with the outer layer 
sheet 3 and, therefore, not easily recognized from out- 
side, is indicated by a solid line in an exaggerated man- 
ner for the sake of convenience. 

45 [001 4] An apparatus used for carrying out the method 
according to this embodiment will be described next. An 
apparatus shown in Fig. 1 comprises a first sheet mem- 
ber 5 feed-out mechanism for continuously feeding out 
a first sheet member as the long, extensible continuous 

so member from a predetermined position, a first conveyor 
mechanism for conveying the first sheet member 5 fed 
out from the feed-out mechanism to a converging part 
C where the first sheet member 5 is converged with a 
second member 6, a second conveying mechanism for 

55 conveying a second member 6 as the other continuous 
member to the converging part C separately from the 
first sheet member 5, an integrating mechanism for 
forming a long composite material 7 by integrally joining 
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the first sheet member 5 with the second member 6 thus 
converged, a cutting mechanism for cutting the compos- 
ite material 7 into a length which is equivalent to one 
sheet of absorbent article at a cutting part D located at 
a predetermined position in a flowing direction of the 
composite material 7, and a control unit 1 0 for controlling 
the speed for feeding out the first sheet member 5 from 
the feed-out mechanism. The expression "lengths each 
equivalent to a length of one sheet of the absorbent ar- 
ticle" refers to the length of a part of the continuous 
member which is used for one sheet of an absorbent 
article as a product. The second member is a long sheet 
material. 

[0015] The feed-out mechanism comprises a power 
source 11, a differential device 12, a feed-out belt 13, 
etc. In the feed-out mechanism, a sheet of rolled form 
50 is rotated by frictional engagement of the feed-out 
belt 13 and the first sheet member 5 is continuously fed 
out from the sheet of rolled form 50. The speed of rota- 
tion of a drive roller 13a rotated by the feed-out belt 13 
is adjusted by the differential device 12. The differential 
device 12 increases/decreases the speed of rotation of 
the drive roller 13a in response to a control signal E1 
which is input therein by the control unit 10. It should be 
noted, however, that the drive input is not limited to the 
illustrated drive source 11, differential device 12 and 
feed-out belt 13. It may be designed such that an inde- 
pendent servo-motor, or the like receives a control sig- 
nal. 

[0016] The first and second conveying mechanisms 
each comprises the drive source 1 1 , the drive rollers 1 4, 
guide rollers 1 5, etc. 

[0017] The integrating mechanism comprises one 
pair of endless-type conveyor belts 18, 19 arranged op- 
posite to each other and an application means 20 for 
applying an adhesive agent to the first sheet member 5 
at an upstream side of the converging part C of the first 
and second members 5, 6. Upper and lower surfaces of 
the converged first and second members 5, 6 are pinch- 
ingly pressed between the carrier belts 18, 19, thereby 
integrally joining the two sheets. The long composite 
material 7 thus formed is conveyed further towards the 
downstream side. The cutting mechanism comprises a 
cutting member 21 such as a cutter roll which repeats a 
cyclic motion upon receipt of power from the power 
source 1 1 . In the cutting mechanism, the long composite 
material 7 continuously conveyed at a predetermined 
speed is cut into a predetermined cutting length (one 
product pitch P1 ) which is equivalent to one sheet of ab- 
sorbent article at a predetermined position in the flowing 
direction of the composite material 7. 
[0018] The control unit 1 0 comprises a machine posi- 
tion detecting means 10A for detecting a machine posi- 
tion, a printing position detecting means 1 0B for detect- 
ing a printing position, and a computing unit 10C for car- 
rying out a predetermined computation and outputting 
a control signal E1 to the differential device 12 based 
on a result of the computation in order to adjust a posi- 



tion where a printing (pattern) is to be made, i.e., a pre- 
determined position which is preliminarily determined 
on the cut-off first sheet member 5, with a current posi- 
tion, i.e., position where a printing (pattern) is to be ac- 

5 tually made on the cut-off first sheet member 5, in re- 
sponse to detection signals E2, E3 coming from the de- 
tecting means 10A, 10B, respectively. The expression 
"machine position" herein used refers to a position 
where a predetermined part (for example: a cutting 

10 blade of the cutting member 21 or the like) which repeats 
acyclic motion in synchronism with a machining process 
for each sheet product, exists at a predetermined time 
in the cycle. This machine position is detected In order 
to watch the cutting length and cutting position of the 

15 continuous member. As a method for detecting the ma- 
chine position, there can be employed a method in 
which a dog is disposed at a part of the cutting member 
21 which repeats a cyclic motion and the machine po- 
sition is detected by a proximate switch, a method in 

20 which an angular detector is disposed at a drive part (a 
shaft of one rotation/one sheet) of the cutting member 
21 and the machine position is detected by the angular 
detector, or a method in which a machine position is de- 
tected by detecting a predetermined position of a prod- 

25 uct or material. In this embodiment, the angular detector 
is used as the machine position detecting means 10A. 
As a method for detecting a printing position, there is a 
method for directly seeing the printing part through a 
photo sensor or CCD camera. In this embodiment, the 

30 photo sensor is used as the printing position detecting 
means 10B. 

[0019] A method for manufacturing the disposable 
diaper 1 using the apparatus shown in Fig. 1 will be de- 
scribed next. In the manufacturing method according to 

35 this embodiment, a long backsheet forming sheet for 
forming the backsheet 22 is used as the first sheet mem- 
ber 5, and a long absorbent core forming sheet for form- 
ing the absorbent core is used as the second member 
6. That is, the backsheet 22 is formed by the first sheet 

40 member 5 which has been cut, and the absorbent core 
is formed by the second member 6 which has been cut 
In order to manufacture the disposable diaper 1 as 
shown in Fig. 2(a) with a predetermined pattern 4 being 
arranged at the predetermined position P, the predeter- 

45 mined patterns 4 are preliminarily printed on the first 
sheet member 5 at equal intervals at predetermined 
printing pitches, and a sheet of rolled form 50 comprising 
rolling the thus obtained first sheet member 5 is used. 
The printing pitch is a pitch between every adjacent pat- 

so terns 4. More specifically, the printing pitch refers to a 
distance between the same positions (or corresponding 
positions) in every adjacent patterns 4 such as front 
ends of every adjacent patterns 4. There is no provision 
of a dancer roll and the length of the conveying path 

55 from the position where the first sheet member 5 is fed 
out to the first sheet member 5 is converged with the 
second member 6 is fixed to a predetermined length. 
[0020] If the sheet gets sagging, it is generally difficult 
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to eliminate the wrinkling, zigzag traveling, etc. In con- 
trast, if the sheet is overly extended, it is also difficult to 
eliminate the wrinkling, zigzag traveling, etc. According- 
ly, it is necessary that the sheet is conveyed with a ten- 
sion within a predetermined range applied thereto. By 
doing so, it becomes possible to supply a sheet material 
which has no wrinkling, in which the zigzag traveling can 
be adjusted and which has no widthwise shrinkage. 
Thus, a product of a good quality can be manufactured. 
Accordingly, it is preferred that the printing pitches of the 
raw sheet material are shorter than the product pitches. 
The printing pitches are determined by physical proper- 
ties such as hysteresis and winding tension of the raw 
sheet material. The printing pitches of the first sheet 
member 5 is preferably shorter by 0.5 to 50 % and more 
preferably shorter by 0.5 to 10 % with respect to the 
length (same as the product pitches P1 ) of the first sheet 
member 5 which has been cut. The printing pitches can 
be obtained by cutting a part of the first sheet member 
5 before use with no load such that the cut-out sheet 
includes plural patterns and measuring the distance be- 
tween the corresponding positions in every adjacent 
patterns. By setting the printing pitches of the first sheet 
member 5 within the above-mentioned range, the first 
sheet member 5 can be used in an extended state with- 
out allowing it to get sagged all the time and the tension 
during the processing can be maintained all the time in 
an optimal condition. 

[0021] In the manufacturing method according to this 
embodiment, the speed for feeding out the first sheet 
member 5 from the sheet of rolled form 50 is controlled 
such that the first sheet member 5 is cut in its extended 
state and the predetermined pattern is arranged at the 
predetermined part of the first sheet member 5 which 
has been cut. More specifically, the speed for feeding 
out the first sheet member 5 is set to be bwer than the 
speed at the cutting part 0 of the first sheet member 5, 
i.e., the conveying speed of the composite material 7, 
so that the first sheet member 5 is maintained in its ex- 
tended state and so that the first sheet member 5 is fed 
out by a printing pitch part during the time the first sheet 
member 5 is cut once at the cutting part D. Then, if the 
predetermined pattern of the first sheet member 5 which 
has been cut is offset from the predetermined part, the 
offset amount is corrected. 

[0022] Even more specifically, the printing position of 
the first sheet member 5 fed out from the sheet of rolled 
form 50 by the feed-out belt 1 3 is detected by a detecting 
sensor as the printing position detecting means B im- 
mediately after the first sheet member 5 is fed out. Be- 
tween the detecting sensor and the converging part C, 
it is basically considered that no variation of tension oc- 
curs and therefore, the printing position is not offset. 
Then, a difference between the printing position detect- 
ed by the detecting sensor and the machine position de- 
tecting by the detecting sensor as the machine position 
detecting means 10A is computed at the computing unit 
1 0C. And the speed of the feed-out belt 1 3 is increased/ 



decreased such that errors are corrected by the differ- 
ential device 12 at the time of computation of the differ- 
ence. 

[0023] In the method according to this embodiment, 

s a difference between the position where a printing is to 
be made with respect to the machine position and the 
printing position of the material which is being proc- 
essed (or machined) is computed, and the differential 
device 12 is actuated such that the printing position of 

10 the material which is being processed is adjusted to the 
preset position where a printing is to be made. 
[0024] When the device shown in Fig. 1 is actuated, 
the first sheet member 5 is continuously fed out from the 
sheet of rolled form 50 by the feed-out mechanism and 

is the first sheet member 5 thus fed out is conveyed, via 
the converging part C, to the cutting part D by the first 
conveying mechanism. The first sheet member 5 is ex- 
tended in the longitudinal direction at the time of being 
fed out and conveyed to the cutting part D in its extended 

20 state. The long second member 2 is conveyed to the 
converging part C by the second conveying mechanism 
and converged with the first sheet member 5 at the con- 
verging part C. The converged first and second sheet 
members 5 and 6 are integrally joined with each other 

25 by the integrating mechanism and the composite mate- 
rial 7 with the predetermined patterns 4 which have been 
positionally aligned at predetermined pitches on a single 
surface thereof is formed. Then, the composite material 
7 is cut into a predetermined cutting length (one product 

30 pitch P1 ) by the cutting mechanism at the cutting part D 
on the downstream in the flowing direction of the com- 
posite material 7. By cutting of the composite material 
7, the first sheet member 5 is cut together with the sec- 
ond member. 

35 [0025] During operation of this device, the speed for 
feeding out the first sheet member 5 from the sheet of 
rolled form 50 is controlled by the control unit 10 as men- 
tioned above. Therefore, the composite material 7\ 
which has been cut atone product pitch P1 , has the pat- 

40 tern 4 arranged at the predetermined position in the lon- 
gitudinal direction of the composite material 7\ 
[0026] Accordingly, by arranging the composite mate- 
rial 7\ which has been cut, at a predetermined part of 
the disposable diaper, i.e., at a central pat of the outer 

45 layer sheet 3 on the skin-contacting surface side in this 
embodiment, such that the pattern 4 is located at the 
back side portion A, there can be obtained the dispos- 
able diaper 1 in which the predetermined pattern 4 is 
arranged at the predetermined position P. In this embod- 

50 iment, the composite material 7\ which has been cut, is 
placed on and joined with a long outer layer sheet form- 
ing sheet which has been separately conveyed, and a 
long topsheet forming sheet is joined with the top there- 
of. Thereafter, the long sheets are cut into individual 

55 product dimension to thereby obtain the disposable dia- 
per 1 . Other required members such as a fastening tape, 
etc. are attached thereto at a proper stage. 
[0027] According to the method for manufacturing a 
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disposable diaper of this embodiment, the predeter- 
mined pattern 4 can surely be arranged at the targeted 
predetermined position P and the pattern 4 is never off- 
set from the predetermined position as shown in Figs. 
2(b) and 2(c). Moreover, since there is no need for ar- 
ranging the in-line printing machine in the midway of the 
manufacturing line of the disposable diaper 1 , the man- 
ufacturing line of a disposable diaper is not complicated. 
Moreover, since it is possible that the pattern 4 is pre- 
liminarily printed on the sheet member 5 at a place dif- 
ferent from the manufacturing line of a disposable diaper 
and this can be brought into the manufacturing line and 
used, the manufacturing line of a disposable diaper can 
be prevented from getting contaminated. Moreover, 
even in the case where a plurality of manufacturing lines 
are employed, there is no need to provide a printing ma- 
chine for each manufacturing line. Accordingly, the cost 
for applying a pattern can be reduced and therefore, 
there can be manufactured a disposable diaper in an 
economical manner. 

[0028] Moreover, by controlling the speed for feeding 
out the first sheet member 5 in such a manner that the 
fist sheet member 5 thus fed out is cut in its extended 
state, the sheet member 5 under conveyance is prevent- 
ed from getting wrinkling, widthwise variation, travelling 
in a zigzag course, and the like. Thus, there can be man- 
ufactured a disposable diaper having a good quality. 
Moreover, since the length of the conveying path of the 
first sheet member 5 from the predetermined position 
W here the first sheet member 5 is fed out to the prede- 
termined position where the first sheet member 5 is cut 
is fixed to a constant length, the positional alignment of 
the pattern can be made more easily by controlling the 
speed for feeding out the first sheet member 5. The first 
sheet member 5 is one embodiment of the continuous 
member of the present invention. 
[0029] Rg. 3 shows another embodiment of the 
present invention. Those points which are different from 
the embodiment of Fig. 1 are chiefly described and de- 
scription on similar points thereto is omitted. Description 
on the above-mentioned embodiment is applied, where 
appropriate, to those points which are not described in 
particular. In the embodiment shown in Fig. 3, the first 
sheet member 5 is fed out from the sheet of rolled form 
50 of the first sheet member 5 by the feed-out belt 13, 
and the feeding amount by the feed-out belt 13 is ad- 
justed while seeing the printing position of the pattern 
through the first printing position detecting means 10B. 
Moreover, the printing position is detected by the print- 
ing position detecting means 10D at a position immedi- 
ately before the converging part C, a predetermined 
computation is made by the computing part 10C in order 
to make the position where the printing (pattern) is to be 
made in alignment with the current position in response 
to the detecting signals E3, E5 coming from the machine 
position detecting means 10A and the detecting means 
1 0D, respectively. Then, the differential device 31 is ac- 
tuated by the control signal E4 which is output based on 



a result of the computation, so that the speed of the driv- 
ing roil 30 is increased/decreased to make alignment of 
the printing position. When the distance from the first 
printing position detecting means 1 0B to the converging 

5 part C is long, it is very effective to add a system in which 
a positional alignment is made using the additional print- 
ing position detecting means 10D and the signal coming 
from the detecting means 10D. When the process is 
long, it is effective to introduce a system using a plurality 

10 of printing position detecting means and positional align- 
ing means. 

[0030] The present invention is, by no means, limited 
to the above-mentioned two embodiments, instead, it 
can be changed in accordance with necessity without 
is departing from the subject matter of the present inven- 
tion. 

[0031] For example, it is accepted that the first sheet 
member 5 is cut alone without being joined with the sec- 
ond member and arranged at a predetermined place of 

20 the absorbent article. It is also accepted that the second 
member is not a continuous body but that it is a material 
which is intermittently fed in. Moreover, the topsheet 
forming sheet may preliminarily be integrated with the 
second member 6 as the absorbent core forming sheet. 

25 As a material for forming the backsheet 22 (first sheet 
member 5), the absorbent core (second member 6), the 
topsheet, the outer layer sheet 3, etc. , those, which have 
heretofore been used for the absorbent article, can be 
used without any particular limitation. The pattern may 

30 include a figure, a letter, a combination of a figure with 
a letter, and the like. The pattern is also useful for indi- 
cation of a method for discarding a flat-type or shorts- 
type disposable diaper or indication of moisture perme- 
ability thereof. 

35 [0032] The present invention may likewise be applied 
to a shorts-type disposable diaper, a sanitary napkin, an 
incontinent pad and the like. It may be used not only for 
a pattern for discrimination of front and back, but also 
for indication of a central position and a landing zone, 

40 for example, in a disposable diaper, and indication of a 
brand name and a processing method on a release tape, 
a packaged film, etc., for example, in a sanitary napkin. 
[0033] The first sheet member as the continuous 
member may be joined with the second member as the 

45 other continuous member by heat sealing, ultrasonic 
sealing, or the like. Also, other various kinds of known 
joining means may be used. As the continuous member 
on which a pattern is to be printed, various members 
capable of detecting the position of the printed pattern 

so may be used. Moreover, by joining the continuous mem- 
ber with at least one or more continuous members, for 
example, a nonwoven fabric partly subjected to hy- 
drophilic/water-repellent treatment, a film/paper/non- 
woven fabric provided with a partly large or a plurality of 

55 small openings, and a peelable paper or film as the con- 
tinuous member are subjected to pattern emboss treat- 
ment, thereby enabling to manufacture a composite ma- 
terial or the like which is partly provided with irregulari- 
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ties. This makes it possible to manufacture various ab- 
sorbent articles by using them. 

Industrial Applicability 

5 

[0034] According to the present invention, there can 
be provided a method for manufacturing an absorbent 
article in which an absorbent article with a predeter- 
mined pattern arranged at a predetermined position 
thereof can be manufactured efficiently, economically 10 
and stably, and without producing any inferior product 



er members so as to be used as a part of an ab- 
sorbent article, wherein patterns are printed on said 
continuous member in a longitudinal direction 
thereof at a pitch shorter than a cutting length of said 
continuous member, and the printing pitch of said 
patterns can be made coincident with the cutting 
length of said continuous member by extending 
said continuous member in the longitudinal direc- 
tion in any step up to the joint with said other mem- 
bers. 



Claims 

15 

1. A method for manufacturing an absorbent article 
comprising the steps of continuously feeding out a 
long, extensible, continuous member from a prede- 
termined position and conveying, cutting said con- 
tinuous member into lengths each equivalent to a 20 
length of one sheet of said absorbent article at a 
predetermined position in a conveying path, and fix- 
edly arranging said cut continuous member at a pre- 
determined position of said absorbent article, 

wherein a predetermined pattern is prelimi- 25 
narily printed on said continuous member at a print- 
ing pitch shorter than the cutting length of said con- 
tinuous member, and the speed for feeding out said 
continuous member is controlled such that said pre- 
determined pattern is located at a predetermined 30 
part of said cut continuous member, thereby obtain- 
ing the absorbent article in which said predeter- 
mined pattern is arranged at a predetermined posi- 
tion. 

35 

2. The method for manufacturing an absorbent article 
according to claim 1 , wherein said continuous mem- 
ber which is brought into an extended state prior to 
cut is joined with other continuous members, and 
then the joined members are cut altogether so as *o 
to arrange said predetermined pattern at the prede- 
termined position of said absorbent article. 

3. The method for manufacturing an absorbent article 
according to claim 1 , wherein said speed for feeding <s 
said continuous member is controlled such that said 
continuous member is fed out by one printing pitch 
with respect to one cut of said continuous member. 

4. The method for manufacturing an absorbent article 50 
according to claim 1, wherein a length of said con- 
veying path of said continuous member from a pre- 
determined position where said continuous mem- 
ber is fed out to a predetermined position where 
said continuous member is cut is set to a constant ss 
length. 

5. A long, continuous member which is joined with oth- 
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□ Further documents are listed in the continuation of Box C. Q See patent family annex. 
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